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171) We. LlNDfcMANN Maschincn- 

TADQiJC CJADJI, u Cvi-M«i Cwupouj vt 

. Erxrataer Stras&c 401* Dusscldorf, Germany, 
do hereby declare the invention, for which 
5 wo pray that a patent may be granted to ua, 
and the method by whkh it *s to be per- 
formed, to be particularly described In and 
by the following statement— 

In the baling and packaging under com- 
pression of materials whkh expand when the 
pressure is released, for example many fibr- 
ous materials* it is desirable to aavc labour 
and save time by making as many as po 
stole of the individual operations involved 
13 automatic Many of tbcfc individual opera- 
tions, mainly concerned with the baling, have 
already been automated without this involv- 
ing any special difficulties. There remain* 
however, the wrapping or packaging stage. 
3D which is oompatajmdV difficult to make ante- 



The usual method for wrapping or pack- 
aging n bole is as follows. In on automatic 
baling press two tying plates are mounted in 

25 the pros* box, the tying pfcue* ustratfy farm* 
ing the end w*lb of the box. Before filling 
the press box with the fibrous material to 
be packed, a sheet of flexible foil h placed 
In position by hand over each of the two 

30 tying plates, each sheet being wrapped back 
over tbe sJdewaUs of the tying plate with 
the ends of the sheet usually "being folded 
en the remote surf roc of the tying plate, as 
thoutfi the tying plate Itself were being 

» wrapped. After the fibrous material has been 
positioned In the press box. and then com* 
pressed between the tying plates or end 
wans, the door* of the press box arc opened 
end the sheets of toll arc unfolded and the 

40 ends wrapped by hand over and around the 
sides of (he compressed bale, forming a 
double layered wrapping. The two layers of 
wrappiag.ate then welded together by hand, 
using a hot iron. 

45 It Is hi ghly desirable to replace <thh time 



consuming manual operation by an automatic 
jiivuw, hi Oils respcci c is *nown to re- 
place the flexible ftrii, usually a wddabie 
plasties material by cardboard, particularly 
corrugated cardboard, *nd the procedure for 30 
packing a compressed bole of borons mater- 
ial using corrugated cardboard is as follow*. 
Two open mouthed cardboard boxes are 
used for packing each bale, each open 
mouthed cardboard box consisting of & Sot* 55 
torn and four sides* Each box is petitioned 
in the press box of (he baling press with 
its bottom supported on one of the two 
relatively movable end wails at tbe press 
box, so that tbe open months of the two 60 
boxes bee each other. Each end waH of 
the press box usually consists of a tying 
plalCi and therefore tbe two open 
mnnthed cardboard boxes are mounted, 
facing each other, with their bottoms 65 
resting against the two tying plates. 
After filling the press box with the tmrous 
material, the tying plates arc relatively moved 
towards each other so that the material ii 
compressed and one Open mouthed box is 70 
pushed partly Inside the other to form a 
closed cudboaid casing mound the com- 
pressed fibrous material The whole is then 
tied, using wire or ribbon. This method can 
be made largely automatic but baa certain. 75 
disadvantages. In the nrst place the open 
mouthed cardboard boxes cannot be stored 
conveniently as required, because they would 
take up a great deal of space. They have 
to be stored folded. Hal in . the manner 80 
customary for containers or this kind, and 
this Involves preparing the containers, Le. 
squaring them up, by hand before forming 
each bale. This s$ a time consuming opera- 
tion and requires manual labour. gj 

A further disadvantage of using cardboard 
containers for packaging baled materials ts 
that cardboard Is not a yielding material, as 
itf a pjastic foil The completed baflo applies 
a considerable expansive pressure to the walls 90 
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of the costal tier and to wilnstami this burst- 
ing pressure two or even tores layers of 
corrugated cardboard have to used, Thra 
■Increases the weighs of the packaged bale. 

5 Furthermore the package is sensitive toko- 
mcts. If it Is dropped on a corner,, as errcE 
Smpcns during ordinary fcmdliag such ue 
during loading a vehicle, the cardboard walls 
burst at the comers and the contents bulge 

10 oul Finally, since cardboard disintegrates in 
the sain- hates packaged la cardboard con- 
tainers nave to be stored aad transported 
undercover. , . . 

According to the present invention tnere- 

15 Soic, a process tor bating and packaging 
under compression in & baling press 
omtcriais which eupaud when the pressure 
Js released comprises mounting a sheet 
of flexible wmpping material on each 

20 end wan of the press box of the bating 
press so that one of the sheets forms 
a base portion on its associated end wall and 
at least one pair of. opposed side portions 
extending towards the other sheet and the 

25 other sheet forms a base portion on Its 
associated end wall and at least one p^r 
of opposed side portions atfeped wim the 
side portions of the first sheet bin; emending 
away from the first sheet, poshioaiflg the 

30 material to be packed between the end 
walls of the pre** box reUtlveJy moving the 
cad walls towards each other to force the 
material to bo padred between the side por- 
tions of the first sheet of wrapping material 

35 and subsequently to compress the rnatenai 

: until the second sheet of wrapping material 
is moved between the side portions of. M 
first sheet so that the side portions off the 
two sheers overtop, joining the overlap^ 

40 side portions to each other, and relatively 
moving tho end walls apart whereupon the 
packed material expands and pushes Uje 
Second sheet inside out. This provides a bah* 
which is wrapped in a continuously^ evend- 

45 inn sheet which is under tension, ^«™y 
each sheet of wrapping material js mnncfl 
with side portions wtteodlns from Ihe whole 
of the periphery of the base portion so thai 
an o£cStbcd bag Is formed. Witfrljus 

50 arrangcrnrot the haled material js pactod 
in a container of flexible wrapping wiuch 
completely' surrounds and encloses the bate. 
The enclosure is under tension due to tho 
orronsive forces of the haled material which 

55 is stm under compression. Preferably the 
trapping material is o Daftfc synthetics 
pfastics and tho overlapping side portions 
□fthc t#o sheets are joined by beat weW- 

60 ^ uch a process In accordance with tho 
Invention is at least as lilfiMy automatic, and 
may hs more so, as the process mvolyjOK 
corrugated eafdboafd wrapping material. 
However, the Invention overcomes all the 

65 disadvantages mentioned earlier concerning 



bales packaged in cardboard. T&e pfcstcc 
skinned bale formed by the process of me 
present Invention is insensitive to Impacts 
because the sfcin is flexible.. The pactop 
Is unaffected by rain or moisture and the 10 
skin yields sufficiently to absorb th© expan- 
sive pressure of the bated material The wrap- 
ping material has a negligible weight Com- 
pared wilh two or three layers of corrugated 
Aboard, and in Jhe case of plastte bag 73 
parts, can be conveniently stored, stacked flat 
on top of . each other, Each bag part can be 
e as2y opened out before use and the problem 
Of supporting the **01* of the second bag 
part as it is pushed into tho flrst bag part 80 
is solved by inverting the bag and pushing 
U in base first. The walls of the ^g-part 
are then supported by the sides of the end 
walL As already mentioned the two tag parts 
are then welded whether and on rdcasscs re 
the baling pressure the second bog 
part is forced inside out to assume 
a normal cap shape by the expansive pressure 
of the baled material. A farther odvantn^ as 
that with cardboard wrapping material the $3 
press box door has to be opened for, the 
two boa parts of the container to be joined 
together by band, whereas io- the present 
process the two bag parts may be jowejli 
together automatically, for eaamplB by weld- » 
fog o? stapling, before the press oora door is 
opened. The necessary welding heads 
or stapling devices ere Installed In 
the sidewalls of the press boa. and can be 
operated automatically just after tbs bale oi ICO 
fibrous material has been formed and poshed 
rampfctelymto the first bu^part. 

The rwitaged bate may bo uc4 loosely 
around ^itf* cord or ribbon before the pact- 
aged materia* is allowed to expand by rela- 105 
lively moving the end wails apart, so that 
on expansion the volume of the bale m* 
creases and pulls Ihe tying ccrtf or ribbon 
tiRhU However, the packaged bale need not 
necessarily be tied, depending on the nature J 10 
of the material being baled and oa the 
' strength of the wrapping material used. 

preferably the extent of the side portions 
of the first sheet is much greater than thaS 
of the side portions of the second she**. la 31$ 
the case where the sheets form bap, tf© 
second bag Is much shallow than the first 
and forms a cap pan for the tele* the first 
bag forming a hasc or container ffor the &Ue. 

A baling press suitable for rarrytogjnua 11 20 
the process in accordance with the mveptfca 
comprises a press boa with a pair of en<S 
walls which are relatively movable towasas 
and away from each other and which ate 
arranged so that one can support a first 125 
sheet of flexible wrapping material with a 
base portion of the sheet lying on it and afl . 
least two opposed side portions of the sheet 
directed towards the other end wall, and 
the other con support a second sheet of flen- IW 



PAGE 39/90* RCVDAT 2/2012007 9:16:21 AM pastern Standard Time] 4 SVR:U8PTO-SXRF-1/19* DNII:2738300 < CSID:704 927 0485" DURATION (mm-ss):34-54 



FEB-20-Z007(TUE) 10:19 HRMMER * HflNF, PC 



(FflX)TOd 927 Od85 



P. oao/090 



1280932 



IMc wrapping material with a bote portian 
of the sheet lying on it and at least two 
opposed side portions o2 the sheet aligned 
with the side portions of the flntf sheet but 

S directed away from the first end wan. mean? 
for positioning material to be packed be* 
tweet) the two end wails, and mean* 
mounted in the side walls of the press box 
for heat welding tbe side portions of the 

10 two sheets together when they become over- 
lappsd. 

Preferably tbe walla of the press box are 
equipped with suction devices for holding 
the first sheet In position. Each end wall of 

J3 the press box may have associated with it 
a feeding device for feeding the relevant bag 
part into positron on tbe end wall, either 
the feeding device being arranged to travel 
towards the end wall, or the end wall being 

20 arranged to travel towards the feeding de- 
vice. In this respect at least ono of the feed- 
ing devices may take the form of a suspen- 
sion conveyor which travels transversely 
through tfao press box. Am example of a 

25 baling and packaging process In accordance 
with the invention, and a baling press for 
use m the process will now be described 
with reference to the occompanylns drawing*, 
in which:— 

30 Figure 1 Is a front elevation of the baling 
press; 

Figure 2 shows dhsrammaticatiy a storage 
arrangement for <hc two parts of a bag for 
packaging a halo and n feeding system for 

35 feeding the two bag. parts into the bate- 
foraalRg press; 

Figure 3 is a longitudinal section through' 
part o£ the bale^ormlng press o£ Figure .1 
showing in particular the press box; . 

40 Figure 4 corresponds to figure 3„ but shows 
the door of the press box open and a patched 
bide being pushed out: 

Figure 5 is a transverse section taken 
along the line V-V In figure 4; 

45 rroure 6 corresponds to figure 5, but shows 
the dpQf of the press boa in the closed posi- 

Figure 7 is drawn to a much larger genie 
and illustrates a mechanism ineorporytbg 
50 spreader fin pre for spreading open the 
mouth of the upper pars of a bog ready to 
receive a pressed bsie; and. 

Figures 8 to 1 1 represent diagrammatical!? 
four stages of the packaging of a bale. 

1 shows a vertical doubfe-box 
_ press consisting of s preliminary 
press 1, whose plunger acts downwards, and 
a final press, or bale-forming press 2, whose 
plunger acts upwards. 
.60 Serving the two presses there is a double 
press box 3- which is rotatebry mounted 
about a vertical axis so that two Individual 
press boxes 3a ami 3b can be brought alter- 
nately into cooperation with each of the two 
<SS press plunks. The bale-farming press 2 has 



55 Figure 



a stationary press bos 4, for the final bale, 
forming operation and for the halo tying 
or pactanfiig process. The" preliminary mess 
1 has a charging £unnel which la not shown 
in the drawing, through which the fibrous 78 
material to be packed Is fed to the press. All 
three press boxes U. the two mteichangablc 
press boxes 3» and 3d and the stationary press 
cox 4, are of rectangular cross section, A part 
of tbe stationary press box 4 has a slightly 7S 
larger cross section, compared with the In- 
dividual press boxes 3o and 3d, 

Figure 2 shows an arrangement for feeding 
bags fc? paotagfes tbe bales to the bale- 
forming press Z Each -bag consists of two SO 
parts, a bag-base part which Is comparatively 
deep, and a bag<np part which is compara- 
tively .shallow. Both bag parts are stored 
and conveyed to the press upside down, ie, 
wish tbe mouth of each bag part f&dng S3 
downwards. Figure 2 shows a storage device 
5 for the bag-caps 6, and an overhead con- 
veyor 7 for the bag-bases 8. The storage 
device 5 and the conveyor 7 may be devices 
of a known kind. . In the present cxampls £0 
the bag-cops o* are lifted from the storage 
slack S by means of a suction plate 9, which 
Ufa the bafi-Cttp 6, swings It about n pivot 
column, and then lowers h mouth downwards 
over a tying jrfate 10 so thai ta&bag.<ar; 6 9s 
covers the tying ptate 10 with the side walk 
of the bag-cap 0 overlapping the sides of 
the plate JO. The tying plate- 10 hm? pre- 
viously been driven out to one side oftho 
bale-forming press 2.und receives the cap 6* 100 
in this outward position (Eprre 3). The bag- 
bases 8 are conveyed to the bite- forming 
press 2 Upside down as follows, The con- 
veyor 7 has X- shaped hooks 12 which en- 
gage loops on each bag- base 8. The conveyor 103 
/.can, if desired, . pick up and convey a 
number of bag- bases 8 In succession, depend- 
ing on its length, and In this example con- 
sists of two parallel conveyer chains 7a r 
positioned on opposite sides of an upper no 
tying plate i 3 of the stationary press box 4, 

The bag-bases 8 and bag-caps 0* have rect- 
angular cross sections to correspond with 
that of the stationary ores* box 4, Each hag* 
base B and bag-cap 6 has a bottom, four slob 115 
walk and an open month, and Is made of 
a flexible, weWabte synthetic piastfes mater- 
ial Aa explained earner, the bag-caps 6 are 
shallow in comparison with the ba^ bases $ 
which are deep. 120 

The final press, or bal>forrning press 2 
is shown more clearly in Figure* 3, and com- 
prises an upwardly acting plunger shown as 
14, the press box 3*r which is Inlerchangable 
with the other box 3* of the rotary double 125 
press box 3, and the stationary pre** box 4. 
The stationary press box 4 has at least, one 
door 1?, the tower tying phte 10 and the 
upper tying plate 13. Each of the Jatcr- 
changEable ps^ss boxes 3u tm& 2b has pivoted 130 
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retainer fingers 16. capable or swinging m- 
wards to retain a comprcwed plus <» fibrous 
material within tl» bo* and prevent >l from 
fixpandins upwurd:* until it H so desired, ai 
5 which lime the ringers 16 an? swung -out* 
wards. Opposite the door 15 of tt» siauon- 
urv press dpx 4, the side wall 17 is provided 
ai'ib lower end with a hydraulically driven 
pusher 18. which has a no** plate 10. When 
10 tlie pusher 13 h in the rally retracted posi- 
tion shown In Figure 3 the no* ptou y 
rails In a rcccHS m the wall 17 so that the 
surface of the nose-plate 19 is flush with the 
tonsr surface of the wall 17. The pusher 18 
15 is for driving the lower tying plate 10 out or 
the pp=$ box 4 tu remove a packed bale 
when a pressing and baling and packaging 
cycle Is completed. Subsequently the pusher 
]8 is retracted (o return the plate 10 which 
00 htts been filled with a new bag-cap part 
into the press box 4, Above the level of 
the plate to, the internal cross-section of 
tit© box 4 is slightly larger than that below 
In order to accommodate tbc ihickncss of 
25 the bag-base wall when this Is fitted In the 
box 4, so thai when a plug of fibrous mater- 
ial H poshed upwards into the bag-base It 
does not strike the rim of the mouth of tho 
bag-base, causing the wall ol the bug-base 
30 to crUmploL 

As shown id figure 7 tho sjdewahs of the 
stationary press box 4 have opening 20 
situated, when the bag-base part 8 Is m 
position, just below the mouth of the bag* 
33 base pan. Four spreader fingers 21, see 
figures 5 to 7, one for each comer of the 
bag-base mouth* are arranged so that 
each can be driven inwards through 
its sldewall opening 20 and wen up- 
40 wards and ■ outwards so that together 
they spread the mouth of the bag-base open. 
Each finger 21 Is pivoted at its outer end on 
a crank pin or eccentric on a crank disc 22. 



pin" 2). The dfoct proooceo is thai when 
the crunk disc 22 Is rotated anu-ctockwisc 
each Onacr 21 travels through the paths t. 
50 IL IV. UL Indicated by the arrows In Fig- 
ure 7, the Angers 21 entering the mouth ox 
the bag-hose part 8. sprejiUfig the mouth 
open and finally damping down the material 
of the bag-base part against the inner surface 
53 of the sWewun 17, at least at the corners 
of the bag-base mouth. The fingers 21 may 
be driven by a different mechanism If do 
sired* The sidewalt of the stationary press 
box 4 dso contains blower nozzles 26. am* 
£0 ated below the level or the mouth of tlto 
bag-base part S, for Mowing the bag-base 
open after the door 15 has been closed It 
should be observed that when a bag-base 
part has been driven into the staltonary press 
d5 box 4 by the conveyor 7. the bag-base has 



not yai assumed Its fully expanded shape, 
that h to say It Is slit) to some extent folded. 
Conscqiicmfv. precautions liave to be taken 
to ensure that the material or the bag-base 
dues not set pinched by the closing door !>♦ 7fr 
For tlus purpose the edges of the door 15* 
and tlie edges of tbc door frame, have pro- 
jecting tongues 27. 28. 29. 30. as shown id 
Inures 5 and 6, which enter into c«re»pnnd- 
lug aims as the door is cloned, pushing the 75 
material of the bag-base part safety out of 
ilio way. 

For Utc subsequent welding process, i.e. 
tlw welding of the bug-cap part to the bag- 
base part after the bnse has been OUed with 80 
fibrous material there arc welding devices 
31, as shown in figure 4. in tho sMCwaU; of 
the stationary press box 4. w(th welding 
heads 32 which can bo driven Inwards for 
effecting the welding. The welding heads 32 85 
arc positioned above the level of the bag- 
base mouth, to give room below for the 
spreader fingers 21. 

The process of forming, bagging and tying 
a bale of fibrous material is as frlk>ws. 90 

Starting froth the position shown in figure 
4, in which a completed, bagged arid tied tele 
33 has been driven sideways out of the box 

4 of the balc-foj-raing press 2 by the pusher 
18. the bale 33 1* removed and a fresh bag 99 
is then cojtveyed in two parts into the press 
box 4, as Indicated in figure 2, In thb a hog- 
cap pan 6 Is lifted from the storage device 

5 and mounted upside down over the lower 
tying plate ID, the sidewaHs of the baMP 109 
covenng the sides of the tying plate 1« and 

the pusher 18 pulls the plate 10 wlth its bagj 
cap o back into the stationary press box A 
where it rests 00 the upper surface of toe 
plunger 14 which Is in raised Potion. The 10* 
plunger J4 is moved downwards through toe 
press box 3a carrying with it the plate 10, 
to a position below the lower end of the 
press oox 3* The tying plate IQwkh jts 
bag-cap part 6 however, is lifted from the 110 
plunger 14 and supported at the bottom of 
ihe lira Uja Dm. t*i Hie pejUiaa mnmnted 
by broken Hoes in figure 2. With the mechan- 
ism in this position the double-press box 3 a 
rotated through 180°, bringing the press box 115 
la into engagement with the prdimmery 
press 1. Fibrous material Is forced through 
ihe charging funnel into the individual press 
box 3o and given a preliminary compre&on 
by the downwardly actmg plunger oT the 120 
prdimlnary press I- The rotation of the 
double press box 3 also brings the second 
press box 36 into the bale-forming press Z 
In place of the box 3o f the press box 3* con- 
taiamg a oartly compressed plug of fibrous 125 
materia! from its previous sojourn at the 
preliminary press I. . 

During these movements the conveyor 7 
has conveyed a bag-base pan 8 .upside idown 
into the stationary press box 4, rationing uu> 
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tha bag-base part under the upper lying 
plate I J. The door 15 is then moved into its 
closed position and ul this point the press 
bos 36 containing a partly compressed plug 

5 of fibrous material retained by the inwardly 
swung retainer fingers J 6. is positioned in 
the pies* 2, 

In the oe*t stage of the process, the re* 
tairter fingers 16 are swung outwards; re* 

10 leasing tbs partly compressed plug in the 
ddk 32) so that it expands rapidly upwards, 
propelling a bfast of air which inflates the 
bag-basa part 8 positioned above the box 3o 

K is the Stationary press box 4. The inflation 

19 is completed by wowing air through the blow 
nettles 2& Daring the blow oroces* the 
spreader finger* 21 are actuated, spreading 
the four cornci* of the bag-base part out* 
ward*. 

20 Id the next singe, the upwardly acting 
Blunges- 14 pushes the llbrou* material up 
into the bag-base part 8, compressing the 
material and pushing the bag-cap part 6 up 

' info the mouth of tluj ba&fcKe part 8» as 

<w'tepraemE& ib'^^Ejre7e."AiJB spreauw-flifj^rs- 
21 are' retracted, at the lalesi before the tying 
plate 10 begins to move downwards again on 
Its return stroke. 
Also before this, the welding beads 32 

3D are actuated, aa represented in tfgure 9. 
squeezing inn two overlapped layers of hag 
materia against the side* of the tying plate 
10, whereupon the weld is made. However, 
no weld is made at the iocations of the tying 

33 •grooves. These locations are subsequently 
• covered over by the tying cords or ribbons 
34 as represented in figure to. The tying is 
done in the press in krc&n way* but the 
tying cord or ribbon is not drawn tight. When 

40 the tie has been made; the plunger '14 travels 
dowirwards, taking the tying plate 10 down 
with Ik As a result the fibrous material in 
the hag expands slightly and. pushes the 
bag-cap part '6. inside out, as represented In 

^5 figure 11. This brings the tying cord or rib- 
bon-up tight so that a tightly tied, bagged 
bale d£ fibrous material is formed. 

However* it is not always necessary to de 
the bagged bole, In some cases H h sufficient 

50 to leave the two. bag parts merely welded 
together at their edges, in which case the 
weld is made continuous all the way round. 
To obtain a continuous weld, the tying plate 
10 is advanced Until the continuous edge af 

55 the tying plate, or (the edge of the plunger 
14 comes opposite the welding heads 32. As 
a further possibility, a continuous weld may 
be msde> and the banned bale then tied as 
well, the tying plate 10 being retracted after 

60 the welding until its tying grooves emerge, 
lowing the bagged bate to be tied. 

The door 115 is then opened and the com- 
pleted bagged bale is driven out sideways 
from the stationary press box 4> la this 

65 example (he pusher IB poshes the tying plate 



10 outward, taking the completed bale with 
it, but alternatively the bole may be con- 
veyed out ol the stationary press box 4 sus- 
pended from the L-shapctl hooks 12 of the 
conveyor 7. It should bo noted that .although 79 
in the present example a double-be* baling 
press has been described, the -process in ac- 
cordance with tho Invention can be worked 
with a single-box haling press, and is eon 
be appHed not only on a vertical baling 73 
press bug also on a horizontally acting 
press if desired. 

The preferred example of the process la 
accordance with the invention, which, has 
been described above, is for forming feared *v 
bales of tho highest quality, i.e. fa which 
the bale matcriaT is completely enclosed. As 
already mentioned the bags are lnitbEly In 
two parts* a fert^base and a bag-cap. The 
bag-base can be regarded as an open &5 
mouthed bos, with a bottom and fonr.side^ 
made Of a flexible material, and the bag-cup 
Is similar fun shallower. However* within 
the, scope of the Invention the baling press 
can PC in&ur lor~ rirtmmg" v/rupptsr vtecs-vi'**** " ■ 
a more primitive kind, in which the trapping 
is In the form of a band or wide sheet of foil 
which Is wrapped around the bale. Each 
band or sheet of foil hi fed into the press 
initially in two pieced, and each piece is 95 
supported froto its centre portion of an end 
wafl o2 the press box with opposed 
Side portions extending downwards. 
The subsequent wrapping process is 
essentially -as described above. The product SCO 
is a wrapped bale, for example, of rags, clean- 
ing wads and the tfkc which Is not protected 
at the sides. This method is simpler and 
more economlod. The sheets c£ .wrapping 
material are easily prepared and dared and 105 
the sheet material leased economically. 

WHAT WE CLAM IS 

1; A process for baling and paskaaing 
under compression in a baling press materials 
whkh expend when the pressure is released, 110 
comprising- mounting © sheet of flexible 
. wrapping material ca each end wall of the 
press ■ bo* of. the baling press, so that one 
of the sheets forms a base portion on its 
■ associated end Fall and at least one pair U5 
of opposed side portions . ^leading towaafs 
the other sheet and the other sheet forms 
a base portion on its associated end wan 
and at least one pair of opposed tide por- 
tion* aligned with the side portions of tho 120 
• first sheet but ending away from the first 
sheet, positioning the material to be packed 
between the end wails Of the guess box 
relatively moving the end walls towards each 
other to force the materia to be packed 123 
between the side portions off the first sheet 
of wrapping material and stiseqncmfy to 
cojrrpxess me material until the second sheet 
of wrapping material Is moved betwcea the 
sifle portions of the first sheet so that the 130 
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side portions of the two sheets overlap Join- 
Ujo the overlapped side portions to «ach 
other, and relatively moving the end walls 
apart whereupon the packed material cx~ 
5 fwndi and pushes tho second sheet inside 
out* 

i A process according to claim 1. In 
which each sheet of wrapping material is 
rormed with side portions extending from the 
10 whole of the periphery of the base portion 
so that an open-mouthed bag Js formed. 

3. A process according to claim 1 or 
claim 2. in which the wrapping material fc a 
flodble synthetic plastics and the overlapping 
15 ,idc porOons of the two sheets are joined 

by 4^"^roccss according to claim I. In 
which the end walls Of the press box are 
the form of tying platband the pacto«d 

20 bale is tfed loosely around with cord or nbj 
boa before the packaged material Is allowed 
to expand by relatively moving we end 
waft apart, so that on expansion the vol time 
of the halo increases and pulls the tying cord 

23 or ribbon tight . 

5. A process according to a^one of 
cUims 1 to 4, in which 3w extent or the 
siUe portions of the first sheet is much 
greater than that of the side portions of the 

30 second sheet. ,. ^ . rt # 

6, A process according to nay one w 
claims 1 to 5. in which a vertical balng 
press is used and the second sheet is mounted 
over the lower end; wall Aep^box so 

35 that the side porBoas of the sheet arc di- 
rected dnwnwwards, . 

7 A baling press for carrying oat a 
process according to Claim I, comprising a 
SroTbo* with a pair of end waOs wfoch 

40 arc relatively movable towards, and away 
from each other and which are^ngdso 
fetfnnn can auo Port a first sheet of 0ai We 
wrapping rnatcrM with a Oa*e ponlun uj 
tho sheatVing on It and at least two opposed 

45 side portions of the sheet directed towards 
the oSrrewl walKand the olber can support 
alccond sheet of flexible wmppiag materia 
wHhTbase portion of the sheet lyingon U 
aid at feast two opposed side porwm of 

50 55? sheet aligned wlfijjj idM^^ 
die fim sheet bat duxtfed *w*y from too 
first end wall, means for jpiUoningmatcr^ 
o bTpadced between the two end waUs. 
Sd^u^mUnled in the side waBs^ 

55 press box for heat welding the side porta* 

^ Sac sheets together ween they become 



Overlapped, . . . n 

g. A baling press according to claim 7, 
in which the walls of Ac Pjtssbojt *« c^p- ^ 
ped with suction devices for holding the first w 
sheet in poslUoo. ,. . . - 

9. A baling press according 

or claim 8, whfch is provided with blow 
nozzles for Wowing open the side portions 
of the first sheet, ^ _ 63 

10. A baling press according to any one 
of claims 7 to ?, having a number of spreader 
fingers mounted In Ibe side walls of the 
press box and arranged to spread and hold 
open against dm side walls the side portions 70 
of the first sheet. 

11. A baling press according to any one 
of claims 7 to '10, having a pair of feeding 
devices for feeding the first and second sheets 

to their respective cad walls, 73 

12. A baling press aceordhw to dahn 
11, In which at least one of the. feeding 
devices is in the form of a siKpensioii con- 
veyor which travels transversely throtiab the 
press box to deliver its sheet to the end waB, W 

13. A vertical baling press according to 
chum 12, in which ihe conveyor serves the 
upper end wall and Is also arranged to carry 
the packaged bale out of the press box- 

147a vertical baling press, aecoid*g to " 
any one of claims 7 to 12 m which the 
lower end wall is arranged so that it can 
be driven transversely out of the press box 
while supporting a packaged bale. 

15, A vertical baling press according to 90 
any one of claims 7 to W m wjujfr the dde 
walls of tho press box are provided with at 
least one door for the loading of the wrsp- 
olna sheets and ihe removal of the packaged 
bales, the free vertical ed*» of the door or 95 
doors, and the corresponding edges ofthc 
stationary door frame having teeth wMcJu 
when the door Js being closed. crowpte wi» 
vtJ*w to pi*v*nt any P* rt of *hr *hriJl 
from becoming pinched between the door 100 
and the frame. * . 

Id. A baling press according to claim /, 
substantially as described with reference to 
ihe accompanying drawing. 

17. A process according toOaiol I. sob- 105 
stantlalry as described with reference to the 
accompanying drawlnp. 

For the Applicants^ 
GIUs. JENNINGS & EVERY, 
51/2, Chancery J^ane. 
London W.C.2. 
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